¢ 


Work Order ID 55353 LULU Page| 
January 4 3, 2010 1:49:01 OM MG 


Hem ID: Dasoss COSTA HH 
Revision ID: 
Item Names. Wearplate Assembly Fwd, High Gear stop {HIN AAU 
Start Date: 1/13/2010 Start Qty: 2.00 III Cust Item ID: 
Required Date: 1/19/2010 Req'd Qty: 2.00 III Customer: 
Reference: 

a ee et ee ee Run stort 
Approvals: Process Plan: pye Date: /0 -} -/ > Tooling: Pema __. Date: ess 

QC ates O SPOON ates CL “2? III 
Sequence ID) dd Operation Co SetUp/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
Draw Nbr a. Revision Nbr ! dhá Mu a ai = vex NG SEE a ga 
D3805 Rev A 

Ie a ee a a o0 - ee >= aa ee Ha = sis 
MUAH _ 7 | A So FS 
Large Fab 1- on D3806-3, fill cut outs with hardcoat welding rod as per dwg D3805 


2059 B Hardcoat Welding Rod 
BATCH#: PINUS AI 

2-weld D3806-3 to wearplate by positioning holes together as per dwg D3805 
304 S.S. Welding Rod 


BATCH 4: /” 1O > Y2 / 


3-Transfer drill holes in bar 


110 OC9- Inspect visual per QS1004- Fusion Welds 0.00 ) /O. O/. / (2) 
nuaw A 


Memo 0.00 
Quality Control 


Dart eae taoi Ltd 
Eas WORK ORDER CHANGES 


Approval 
Chief Eng / Approval 


Prod Mar OC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
a Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


H:\fFQRMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 55353 
January 13, 13, 2010. I: 549: OLP TM 


Page 2 


lem D: D38050 CS 
Revision ID: 
Item Name: Wearplate Assembly Fwd, High Gear Sop. RANTI 
Start Date: 1/13/2010 Start Qty: 2.00 II Cust Item ID: 
Required Date: 1/19/2010 Req'd Qty: 2.00 III Customer: 
Reference: 

a ae o pr Run Start MT TN 
Approvals: Process Plan: Date: — 0... Tooling: - Date: i. 

Qc: Mia maa Date: SPC (Y/N): Date: > sar HILL] 

Sequence ID/ E “Operation . Set Up/ Draw Draw Plan | ‘Accept Reject "Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
120 QC5- Inspect part completeness to step on W/O 0.00 Nag / / / A 
III A ce/ac/e AA 
QC Memo 0.00 


Quality Control 


130 Grey Sandtex(Ref:4.3.5.6) per QS1005 4.3 
III MICS BS 
Powdercoat Memo 


START TIME: [Ó) 000 


OVEN TEMPERATURE: 3 itO? (= 


FINISH TIME: (O! 2 


Powder Coating 


QC3- Inspect Part Finish 


in 


Quality Control 


Memo 


w so ee et 


0.00 Li Ea 8 13 


Dart eee Ltd 


WORK ORDER CHANGES 


Approval 
Ei STEP PROCEDURE CHANGE Chief Eng/ | Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 
Corrective Action Section B 


Description of xiii od a Eeg 
EA Ka Bu | A Initial Action Description Sign n& od C Chief a oc Eeg 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:MFQRMS1Quality Assurance\approved QA\NCRWO RevE 


Work Order | ID 55353 
January 13, 2010 1:49:01 PM 


A ABA 


Accept 


Page 3 


Hem ID: 3805.08 TAKDA Sec ore HH 
Revision ID: 
Item Names. Wearplte Assembly Fwd, High Gear stop MANTIN 
Start Date: 1/13/2010 Start Qty: 2.00 Il i Cust Item ID: 
Required Date: 1/19/2010 Req'd Qty: 2.00 ANA A Customer: 
Reference: 
más oo a BUT CET 
Approvals: Process Plan; _ Date: > _ Tooling: moh Date: | 
QC: o - Date: . - SPC (Y/N): _.. Date od CU =e II | | ll 
Sequence ID/ Operation = Set Up/ "Draw Draw Plan Accept Reject = Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
150 0.00 
nv _ H re fo fog 
Small Fab 1- Bond D3807-3 gasket to inner surface of wearplate using a thin layer of 3m 
1300/1300L scotch adhesive as per dwg 
BATCH: MR NG) £Y 
160 QC5- Inspect part completeness to step on W/O 0.00 cos 
NULL DS alaha D i. 
Qe Memo 0.00 
Quality Control 
Identify as per dwg & Stock Location: 0.00 
Nu bhen QQ 
Packaging Memo 0.00 


Packaging 


Dart Aerospace Ltd 


(wo: ii] WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Qty | chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


NCR: WORK ORDER NON-CONFORMANCE (NCR) 
Corrective Action Section B 
D ti f NC Approval | Approval 
| oare ser eee Action Description Pa Eng eed aie 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


Verification 
Section C 


HAfFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 55353 
January 13, 2010 1:49:01 PM 


III 


Page 4 


MANO seee cor. NNN 


sop. MINANA 


Run Stare THUMM 
So III 


Teen ID: 1D3805-043 Acer 

Revision ID: 

Item Name: Wearplate Assembly Fwd, High Gear 

Start Date: 1/13/2010 Start Qty: 2.00 [AN NA Cust Item ID: 

Required Date: 1/19/2010 Req'd Qty: 2.00 III Customer: 

Reference: 

Approvals: Process Plan: _ a Date: _ Tooling: T - Date: >s 

QC. me“ Date: _ SPC (Y/N): ‘Date: . a 

Sequence ID/_ haka Operation i Set Up/ Draw "Draw Plan 
Work Center ID Description Run Hours Number Rev. Code Qty 
180 QC21- Final Inspection - Work Order Release 0.00 

III 

Re Memo 0.00 


Quality Control 


Accept Reject Reject E Insp. 
Qty Number Stamp 


Si fas M- 


DIF 10-19 


Dart Aerospace Ltd 


es WORK ORDER CHANGES 


Approval 
Chief Eng / Approval 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DOA: — Date: 
=o Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


Initial 
Chief Eng 


NOTE: Date & initial all entries 


HMFORMS\Quality Assurance\approved QA\NCRWO RevE 


Picklist Print 
January 13, 2010 1:49: 01 PM 


Work Order ID: 55353 
D3805-043 


Parent Item Name: 


Parent Item: 


Comments: 

Component Item D - "Replacement 
Item Name Item ID 
D3805-3 . maba > 
i NN 

Plate 


D3806-3 
NNA ADOR A T 


Bar 


D3807-3 


0 AU N 


Gasket 


Wearplate Assembly Fwd, High Gear 


Mfg/ 
Purch 


Manufactured 


Manufactured . 


Manufactured 


III 


LULU 


IPP RevB: add transfer drill eae to bar DD 09.11.05 verified by:EC 


Bin Primary 


Route 


Last 
Item Location Location Seq ID 
No o “o” Each 
Warehouse Loc Qty 
Location 
Main Warehouse 
ST 5 
46930 1 
52853 4 
No 100 Each 
Warehouse Loc Qty 
Location 
Main Warehouse 
WA 4 
52852 4 
No 150 Each 
Warehouse Loc Oty 
Location 
Main Warehouse 
ST 5 
52836 5 


Unit of 
Measure 


Start Date: 1/13/2010 


Start Qty: 2.00 


Page | 


Required Date: 1/19/2010 
Regut go: 2.00 


Oty on 


Remaining Qty 
Qty To Pick Issued 


Hand 

50000 20000 
III 

Loc Code 

4.0000 2.0000 
|U 

Loc Code 

5.0000 2.0000 
MNN 

Loc Code 


Ll 


Date Status 
Issued 


LE- J- fe. 


LOLS 1S 


ahh Ja 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval | Approval 
Chief Eng / oc! 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


EC Corrective Action Section B u aie 
Description of NC n - as - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\¥fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Pm —a 
EH SS 


HA PA h4 


D3805-3 


D3805-041 FWD WEARPLATE ASSY, LOW GEAR 


3807-1 
GASKET [O GASKET DO 


VIEW A-A cs-2 VIEW B-B c1-2 


NOTES: 

1) MATERIAL: N/A 

2) FINISH: POWDER COAT "GREY SANDTEX" (4.3.5.6) PER DART QSI 005 4.3 EROSPACE USA, INC. 

3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED [DRAWN — [.Á PORT HADLOCK, WA 

4) UNITS: INCHES UNLESS OTHERWISE NOTED CHECKED y 

5) BREAK SHARP EDGES: N/A 

6) IDENTIFICATION: IDENTIFY WITH DART P/N "D3805-04X" USING FINE POINT PERMANENT INK MARKER MFG.APPR. | | 

7) WEIGHT: D3805-041 = 3.79 lbs; D3805-043 = 4.36 bs APPROVED 

8) WELDING: PER QSI 004 f 

9) 2059B HARDCOAT WELD, 0.19 THICK X 0.50 WIDE, FLUSH WITH D3806-X BAR ON ALL 3 SURFACES 7A 

10) AFTER FINISH, BOND D3807-X GASKET TO INNER SURFACE OF WEARPLATE USING A THIN LAYER OF 3M 1300/1300L SCOTCH GRIP ADHESIVE a a a AEROBPAGE NGANGA arm 
sil 


NO 
NOT TO BE USED POR ANY PURPOSE OR COMED OR CCACVUMCATED TO ANY OTHER PER 
NATEN PERSSON FROM DART AEROEPACE USA. NE, 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Approval 
Qty | Chief Eng / Approval 
Prod Mar QC Inspector 


Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


Initial 
Chief Eng 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


